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EXAMINER'S AMENDMENT 

1 . An examiner's amendment to the record appears below. Should the changes and/or 
additions be unacceptable to applicant, an amendment may be filed as provided by 37 CFR 
1.312. To ensure consideration of such an amendment, it MUST be submitted no later than the 
payment of the issue fee. 

Authorization for this examiner's amendment was given in a telephone interview with 
Michael Ferrell on February 19, 2008. 

The application has been amended as follows: 

Amendments to the Claims 

This listing of claims will replace all prior versions of claims in this application: 

1 . (Currently amended) A method of making a belt-creped absorbent cellulosic sheet 
comprising: 

a) compactively dewatering a papermaking furnish to form a nascent web having an 
apparently random distribution of papermaking fiber; 

b) applying the dewatered web having the apparently random fiber distribution to a 
translating transfer surface moving at a first transfer surface speed; 

c) belt-creping the web from the transfer surface at a consistency of from about 30 to 
about 60 percent utilizing a patterned creping belt, the creping step occurring 
under pressure of 20 pounds per linear inch or more in a belt creping nip defined 
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between the transfer surface and the creping belt wherein the belt is traveling at a 
second belt speed slower than the speed of said transfer surface, the belt pattern, 
nip parameters, velocity delta and web consistency being selected such that the 
web is creped from the transfer surface and redistributed on the creping belt to 
form a web with a reticulum having a plurality of interconnected regions of 
different local basis weights including at least (i) a plurality of fiber enriched 
pileated regions of high local basis weight, interconnected by way of (ii) a 
plurality of lower local basis weight linking regions whose fiber orientation is 
biased toward the direction between pileated regions; and 

d) drying the web; 

wherein the method is further characterized in that: (i) the web has an absorbency of at 
least 4.5g/g up to an absorbency in g/g of about 0.9 times the specific volume of the web 
in cc/g and a CD stretch of at least about 5% up to about 20%; or (ii) the velocity delta at 
the creping nip is at least 100 feet per minute up to about 2000 fpm; or both (i) and (ii). 



2. (Previously presented) The method according to Claim 1, operated at a Fabric Crepe of at 
least about 20 percent up to 80 percent. 
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3. (Previously presented) The method according to Claim 2, operated at a Fabric Crepe of at 
least about 40 percent. 

4. (Previously presented) The method according to Claim 2, operated at a Fabric Crepe of at 
least about 60 percent. 

5. (Cancelled) 

6. (Cancelled) 

7. (Original) The method according to Claim 1, wherein the web has a CD stretch of from 
about 5 percent to about 10 percent. 

8. (Original) The method according to Claim 1 , wherein the web has a CD stretch of from 
about 6 percent to about 8 percent. 

9. (Previously presented) The method according to Claim I, wherein the web has an MD 
stretch of at least about 15 percent up to 80 percent. 



10. 



(Previously presented) The method according to Claim 9, wherein the web has an MD 
stretch of at least about 30 percent. 
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1 1 . (Previously presented) The method according to Claim 9, wherein the web has an MD 
stretch of at least about 55 percent. 

12. (Previously presented) The method according to Claim 9, wherein the web has an MD 
stretch of at least about 75 percent. 

13. (Previously presented) The method according to Claim 1 , wherein the web has an MD/CD 
tensile ratio of less than about 1.1 and at least about 0.5. 

14. (Original) The method according to Claim 1, wherein the web exhibits an MD/CD tensile 
ratio of from about 0.5 to about 0.9. 

15. (Original) The method according to Claim 1, wherein the web exhibits an MD/CD tensile 
ratio of from about 0.6 to about 0.8. 

16. (Original) The method according to Claim 1, wherein the web is belt-creped at a 
consistency of from about 35 percent to about 55 percent. 

17. (Original) The method according to Claim 1, wherein the web is belt-creped at a 
consistency of from about 40 percent to about 50 percent. 
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18. (Original) The method according to Claim 1, wherein the creping nip pressure is from 
about 40 PLI to about 80 PLI. 



19. (Original) The method according to Claim 1, wherein the creping nip pressure is from 
about 50 PLI to about 70 PLI. 

20. (Original) The method according to Claim 1 , wherein the creping belt is supported in the 
creping nip with a backing roll having a surface hardness of from about 20 to about 120 on 
the Pusey and Jones hardness scale. 

2 1 . (Original) The method according to Claim 1 , wherein the creping belt is supported in the 
creping nip with a backing roll having a surface hardness of from about 25 to about 90 on 
the Pusey and Jones hardness scale. 

22. (Previously presented) The method according to Claim 1 , wherein the creping nip extends 
over a distance of at least about 1/16" up to about 2". 

23. (Previously presented) The method according to Claim 1 , wherein the creping nip extends 
over a distance of at least about 1/8" up to about 2". 



24. 



(Original) The method according to Claim 1, wherein the creping nip extends over a 
distance of from about V" to about 2". 
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25. (Currently amended) A method of making a belt-creped absorbent cellulosic sheet 
comprising: 

a) compactively dewatering a papermaking furnish to form a nascent web having an 
apparently random distribution of papermaking fiber; 

b) applying the dewatered web having the apparently random fiber distribution to a 
translating transfer surface moving at a first transfer surface speed; 

c) belt-creping the web from the transfer surface at a consistency of from about 30 to 

about 60 percent utilizing a patterned creping belt, the creping step occurring 
under pressure of 20 pounds per linear inch or more in a belt creping nip defined 
between the transfer surface and the creping belt wherein the belt is traveling at a 
second belt speed slower than the speed of said transfer surface by at least 100 
feet per minute and wherein the second speed of the belt is slower than the speed 
of said transfer surface by a velocity delta of up to 2000 feet per minute, the belt 
pattern, nip parameters, velocity delta and web consistency being selected such 
that the web is creped from the transfer surface and redistributed on the creping 
belt, 

d) drying the web; 
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wherein the web has an absorbency of at least 5 g/g up to an absorbency in g/g of about 0.9 
times the specific volume of the web in cc/g. 

26. (Original) The method according to Claim 25, wherein the web has an absorbency of at 
least about 6 g/g. 

27. (Original) The method according to Claim 25, wherein the web has an absorbency of at 
least about 7 g/g. 

28. (Original) The method according to Claim 25, wherein the web has an absorbency of at 
least about 8 g/g. 

29. (Currently amended) A method of making a fabric-creped absorbent cellulosic sheet 
comprising: 

a) compactively dewatering a papermaking furnish to form a nascent web; 

b) applying the dewatered web to the surface of a rotating transfer cylinder rotating 
at a first transfer surface speed such that the surface velocity of the cylinder is at 
least about 1000 fpm; 
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c) fabric-creping the web from the transfer cylinder at a consistency of from about 
30 to about 60 percent under pressure of 20 pounds per linear inch or more in a 
high impact fabric creping nip defined between the transfer cylinder and a creping 
fabric traveling at a second fabric speed slower than said surface velocity of the 
transfer cylinder by at least 100 feet per minute and wherein the second fabric 
speed of the belt is slower than the speed of said transfer surface by a velocity 
delta of up to 2000 feet per minute, wherein the web is creped from the cylinder 
and rearranged on the creping fabric; and 



d) drying the web, wherein the web has an absorbency of at least about 5 g/g up to 
an absorbency in g/g of about 0.9 times the specific volume of the web in cc/g and 
a CD stretch of at least about 4 percent up to about 20 percent. 



30. (Previously presented) The method according to Claim 29, wherein the surface velocity of 
the transfer cylinder is at least about 2000 fpm up to about 6000 fpm. 



3 1 . (Previously presented) The method according to Claim 29, wherein the surface velocity of 
the transfer cylinder is at least about 4000 fpm up to about 6000 fpm. 



32. (Cancelled) 
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33. (Original) The method according to Claim 29, wherein the web has an absorbency of from 
about 5 g/g to about 12 g/g. 

34. (Previously presented) The method according to Claim 29, wherein the absorbency of the 
web (g/g) is at least about 0.7 times the specific volume of the web (cc/g) up to an 
absorbency in g/g of about 0.9 times the specific volume of the web in cc/g. 

35. (Original) The method according to Claim 29, wherein the absorbency of the web (g/g) is 
from about 0.75 to about 0.9 times the specific volume of the web (cc/g). 

36. (Original) The method according to Claim 29, wherein the aqueous furnish includes a wet 
strength resin. 

37. (Original) The method according to Claim 29, wherein the wet strength resin comprises a 
polyamide-epicholorohydrin resin. 

38. (Cancelled) 

39. (Cancelled) 



40. 



(Original) The method according to Claim 29, wherein the web is dewatered by wet 
pressing it with a papermaking felt while applying the web to the transfer cylinder. 
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41 . (Original) The method according to Claim 40, wherein the step of wet-pressing the web 
with a papermaking felt while applying it to the transfer roll is carried out in a shoe press. 

42. (Original) The method according to Claim 29, wherein the transfer roll is a shoe press roll 
and the nascent web is further dewatered by wet-pressing the web while applying it to the 
transfer roll. 

43. (Original) The method according to Claim 29, further comprising the steps of forming a 
nascent web on a forming fabric, transferring the nascent web to a papermaking felt and 
dewatering the web by wet pressing it between the papermaking felt and the transfer 
cylinder. 

44. (Previously presented) The method according to Claim 29, wherein the fabric creping nip 
extends over a distance corresponding to at least twice the distance between wefts of the 
creping fabric up to a distance corresponding to 40 times the distance between the wefts of 
the creping fabric. 

45. (Previously presented ) The method according to Claim 29, wherein the fabric creping nip 
extends over a distance corresponding to at least 4 times the distance between wefts of the 
creping fabric up to a distance corresponding to 40 times the distance between the wefts of 
the creping fabric. 
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46. (Previously presented) The method according to Claim 29, wherein the fabric creping nip 
extends over a distance corresponding to at least 10 times the distance between wefts of the 
creping fabric up to a distance corresponding to 40 times the distance between the wefts of 
the creping fabric. 

47. (Previously presented) The method according to Claim 29, wherein the fabric creping nip 
extends over a distance corresponding to at least 20 times the distance between wefts of the 
creping fabric up to a distance corresponding to 40 times the distance between the wefts of 
the creping fabric. 

Claims 48-122 (Cancelled) 
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123. (Currently amended) A method of making single-ply tissue comprising: 

a) compactively dewatering a papermaking furnish to form a nascent web having 
an apparently random distribution of papermaking fiber; 

b) applying the dewatered web having the apparently random fiber distribution to 
a translating transfer surface moving at a fest transfer surface speed; 

c) belt-creping the web from the transfer surface at a consistency of from about 30 to 
about 60 percent utilizing a patterned creping belt, the creping step occurring 
under pressure of 20 pounds per linear inch or more in a belt creping nip defined 
between the transfer surface and the creping belt wherein the belt is traveling at a 
second belt speed slower than the speed of said transfer surface by at least 100 
feet per minute and wherein the second speed of the belt is slower than the speed 
of said transfer surface by a velocity delta of up to 2000 feet per minute, the belt 
pattern, nip pressure, velocity delta and web consistency being selected such that 
the web is creped from the transfer surface and redistributed on the creping belt to 
form a web with a reticulum having a plurality of interconnected regions of 
different local basis weights including at least (i) a plurality of fiber enriched 
pileated regions of high local basis weight, interconnected by way of (ii) a 
plurality of lower local basis weight linking regions whose fiber orientation is 
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biased toward the direction between pileated regions and (iii) wherein the Fabric 
Crepe is greater than about 25% up to 80%; 

d) drying the web to form a basesheet having an MD stretch greater than about 25 % 
up to 80% and a characteristic basis weight; and 

e) converting the basesheet into a single-ply tissue product wherein the single -ply 
tissue product has a basis weight lower than the basesheet prior to conversion and 
an MD stretch lower than the MD stretch of the basesheet prior to conversion. 

Claims 124- 127 (Cancelled) 

128. (Original) The method according to Claim 123, wherein the product is calendered. 

129. (Cancelled) 

130. (Original) The method according to Claim 123, wherein the product has a 12-ply caliper 
(microns) to basis weight (gms/m 2 ) ratio of greater than about 95 and up to about 120. 

131. (Cancelled) 



132. (Currently amended) A method of making multi-ply tissue comprising: 
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a) compactively dewatering a papermaking furnish to form a nascent web having 
an apparently random distribution of papermaking fiber; 

b) applying the dewatered web having the apparently random fiber distribution to 
a translating transfer surface moving at a &st transfer surface speed; 

c) belt-creping the web from the transfer surface at a consistency of from about 30 to 
about 60 percent utilizing a patterned creping belt, the creping step occurring 
under pressure of 20 pounds per linear inch or more in a belt creping nip defined 
between the transfer surface and the creping belt wherein the belt is traveling at a 
second belt speed slower than the speed of said transfer surface by at least 100 
feet per minute and wherein the second speed of the belt is slower than the speed 
of said transfer surface by a velocity delta of up to 2000 feet per minute, the belt 
pattern, nip parameters, velocity delta and web consistency being selected such 
that the web is creped from the transfer surface and redistributed on the creping 
belt to form a web with a reticulum having a plurality of interconnected regions 
of different local basis weights including at least (i) a plurality of fiber enriched 
pileated regions of high local basis weight, interconnected by way of (ii) a 
plurality of lower local basis weight linking regions whose fiber orientation is 
biased toward the direction between pileated regions and (iii) wherein the Fabric 
Crepe is greater than about 25% up to 80%; 
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d) drying the web to form a basesheet having an MD stretch greater than about 
25 % up to 80% and a characteristic basis weight; and 

e) converting the basesheet into a multi-ply tissue product with n plies made from 
the basesheet, n being 2 or 3, wherein the multiply product has an MD stretch lower 
than the MD stretch of the basesheet. 

133. (Cancelled) 

134. (Original) The method according to Claim 132, wherein n=2 such that the tissue product is 
a two-ply tissue product. 

135. (Original) The method according to Claim 132, wherein the basesheet has an MD stretch 
of at least about 30%. 

136. (Original) The method according to Claim 132, wherein the basesheet has an MD stretch 
of at least about 40% 

Claims 137- 138 (Cancelled). 

139. (Original) The method according to Claim 132, wherein the product is calendered. 
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140. (Original) The method according to Claim 132, wherein the product has a 12-ply caliper 
(microns) to basis weight (gms/m 2 ) ratio of greater than about 95. 

141. (Original) The method according to Claim 132, wherein the product has a 12-ply caliper 
(microns) to basis weight (gms/m 2 ) ratio of greater than about 95 and up to about 120. 

142. (Cancelled) 

143. (Currently amended) A method of making a belt-creped absorbent cellulosic sheet 
comprising: 

a) applying a papermaking furnish to a papermaking felt in contact with a 
forming roll provided with vacuum; 

b) at least partially dewatering the papermaking furnish by application of vacuum 
from the forming roll on the papermaking felt to form a nascent web having a 
generally random distribution of papermaking fiber; 

c) compactively dewatering the nascent web having a generally random 
distribution of papermaking fiber; 
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d) applying the dewatered web having a generally random fiber distribution to a 
translating transfer surface moving at a first transfer surface speed; 



e) belt-creping the web from the transfer surface at a consistency of from about 30 to 
about 60 percent utilizing a patterned creping belt, the creping step occurring 
under pressure in a belt creping nip defined between the transfer surface and the 
creping belt wherein the belt is traveling at a second belt speed slower than the 
speed of said transfer surface by at least 100 feet per minute and wherein the 
second speed of the belt is slower than the speed of said transfer surface by a 
velocity delta of up to 2000 feet per minute, the belt pattern, nip parameters, 
velocity delta and web consistency being selected such that the web is creped 

from the transfer surface and redistributed on the creping belt to form a 
web with a reticulum having a plurality of interconnected regions of different 
local basis weights including at least (i) a plurality of fiber enriched pileated 
regions of high local basis weight, interconnected by way of (ii) a plurality of 
lower local basis weight linking regions whose fiber orientation is biased along 
the direction between pileated regions; and 



f) drying the web; 
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wherein the web has an absorbency of at least about 4.5 g/g up to an absorbency in g/g of 
about 0.9 times the specific volume of the web in cc/g and a CD stretch of at least about 5% 
up to about 20%. 

144. (Original) The method of Claim 143, carried out on a 3-fabric papermachine. 

145. (Original) The method according to Claim 144, wherein the step of drying the web 
comprises applying the web to a Yankee dryer. 

146. (Original) The method according to Claim 145, wherein the step of applying the web to the 
Yankee dryer comprises utilizing a poly(vinyl alcohol) containing adhesive. 

147. (Original) The method according to Claim 143, wherein the papermaking felt is inclined 
upwardly. 

148. (Original) The method according to Claim 143, further comprising a pressure roll 
configured to urge the papermaking felt against the forming roll. 

149. (Original) The method according to claim 148, wherein the pressure roll has a surface 
hardness of from about 20 to about 120 on the Pusey and Jones hardness scale. 
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150. (Original) The method according to Claim 148, wherein the pressure roll has a surface 
hardness of from about 25 to about 90 on the Pusey and Jones hardness scale. 

151. (Currently amended) A method of making a belt-creped absorbent cellulosic sheet 
comprising: 

a) compactively dewatering a papermaking furnish to form a nascent web 
having an apparently random distribution of papermaking fiber; 

b) applying the dewatered web having the apparently random fiber 
distribution to a translating transfer surface moving at a fet transfer surface 
speed; 

c) belt-creping the web from the transfer surface at a consistency of from about 30 to 
about 60 percent utilizing a patterned creping belt, the creping step occurring 
under pressure in a belt creping nip defined between the transfer surface and the 
creping belt wherein the belt is traveling at a second belt speed slower than the 
speed of said transfer surface, the belt pattern, nip parameters, velocity delta and 
web consistency being selected such that the web is creped from the transfer 
surface and redistributed on the creping belt to form a web with a reticulum 
having a plurality of interconnected regions of different local basis weights 
including at least (i) a plurality of fiber enriched pileated regions of high local 
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basis weight, interconnected by way of (ii) a plurality of lower local basis weight 
linking regions whose fiber orientation is biased toward the direction between 
pileated regions; and 

d) drying the web; 

wherein the web has a CD stretch of from about 5 percent to about 20 percent, and an 
absorbency of at least 5 g/g up to an absorbency in g/g of about 0.9 times the specific 
volume of the web in cc/g. 

152. (Previously presented) The method according to Claim 151, wherein the web has a CD 
stretch of from about 5 percent to about 10 percent. 

153. (Previously presented) The method according to Claim 151, wherein the web has a CD 
stretch of from about 6 percent to about 8 percent. 

154. (Previously presented) The method according to Claim 151, wherein the web has an 
absorbency of at least about 6 g/g. 

155. (Previously presented) The method according to Claim 151, wherein the web has an 
absorbency of at least about 7 g/g. 
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156. (Previously presented) The method according to Claim 151, wherein the web has an 
absorbency of at least about 8 g/g. 

157. (Currently amended) A method of making a belt-creped absorbent cellulosic sheet 
comprising: 

a) compactively dewatering a papermaking furnish to form a nascent web 
having an apparently random distribution of papermaking fiber; 

b) applying the dewatered web having the apparently random fiber 
distribution to a translating transfer surface moving at a fet transfer surface 
speed; 

c) belt-creping the web from the transfer surface at a consistency of from about 30 to 
about 60 percent utilizing a patterned creping belt, the creping step occurring 
under pressure in a belt creping nip defined between the transfer surface and the 
creping belt wherein the belt is traveling at a second belt speed slower than the 
speed of said transfer surface, the belt pattern, nip parameters, velocity delta and 
web consistency being selected such that the web is creped from the transfer 
surface and redistributed on the creping belt to form a web with a reticulum 
having a plurality of interconnected regions of different local basis weights 
including at least (i) a plurality of fiber enriched pileated regions of high local 
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basis weight, interconnected by way of (ii) a plurality of lower local basis weight 
linking regions whose fiber orientation is biased toward the direction between 
pileated regions; and 

d) drying the web; 

wherein the web has a CD stretch of from about 5 percent to about 20 percent, an 
absorbency of at least 5 g/g up to an absorbency in g/g of about 0.9 times the specific 
volume of the web in cc/g, and an MD/CD tensile ratio of less than about 1.1 and at least 
about 0.5. 

158. (Previously presented) The method according to Claim 157, wherein the web exhibits an 
MD/CD tensile ratio of from about 0.5 to about 0.9. 

159. (Previously presented) The method according to Claim 157, wherein the web exhibits an 
MD/CD tensile ratio of from about 0.6 to about 0.8. 

160. (Previously presented) The method according to Claim 157, wherein the web has a CD 
stretch of from about 6 percent to about 8 percent. 



161. 



(Cancelled) 
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162. (Cancelled) 

163 (Cancelled) 

164. (Cancelled) 

165. (Cancelled) 

166. (New) A method of making a belt-crcpcd absorbent cellulosic sheet comprising: 

a) compactively dewatering a papermaking furnish to form a nascent web having an 
apparently random distribution of papermaking fiber; 

b) applying the dewatered web having the apparently random fiber distribution to a 
translating transfer surface moving at a transfer surface speed; 

c) belt-creping the web from the transfer surface at a consistency of from about 30 to 
about 60 percent utilizing a patterned creping belt, the creping step occurring 
under pressure of 20 pounds per linear inch or more in a belt creping nip defined 
between the transfer surface and the creping belt wherein the belt is traveling at a 
belt speed slower than the speed of said transfer surface, the belt pattern, nip 
parameters, velocity delta and web consistency being selected such that the web is 
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creped from the transfer surface and redistributed on the creping belt to form a 
web with a reticulum having a plurality of interconnected regions of different 
local basis weights including at least (i) a plurality of fiber enriched pileated 
regions of high local basis weight, interconnected by way of (ii) a plurality of 
lower local basis weight linking regions whose fiber orientation is biased toward 
the direction between pileated regions; and 

d) drying the web; 

wherein the method is further characterized in that: (i) the web has an absorbency of from 
about 5 g/g to about 12 g/g; or (ii) the velocity delta at the creping nip is at least 100 feet 
per minute up to about 2000 fpm; or both (i) and (ii). 

167. (New) A method of making a belt-crcpcd absorbent cellulosic sheet comprising: 

e) compactively dewatering a papermaking furnish to form a nascent web having an 
apparently random distribution of papermaking fiber; 

f) applying the dewatered web having the apparently random fiber distribution to a 
translating transfer surface moving at a transfer surface speed; 
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g) belt-creping the web from the transfer surface at a consistency of from about 30 to 
about 60 percent utilizing a patterned creping belt, the creping step occurring 
under pressure of 20 pounds per linear inch or more in a belt creping nip defined 
between the transfer surface and the creping belt wherein the belt is traveling at a 
belt speed slower than the speed of said transfer surface by at least 100 feet per 
minute and wherein the speed of the belt is slower than the speed of said transfer 
surface by a velocity delta of up to 2000 feet per minute, the belt pattern, nip 
parameters, velocity delta and web consistency being selected such that the web is 
creped from the transfer surface and redistributed on the creping belt, 

d) drying the web; 

wherein the web has an absorbency of from about 5 g/g to about 12 g/g. 

2. The following is an examiner's statement of reasons for allowance: the prior art does not 
teach nor fairly suggest, inter alia, the pressure at the creping nip as it is now claimed. Note also 
that the prior art fails to teach or suggest the redistribution of the fibers onto the creping web. See 
also applicants remarks filed on 12-12-07 and affidavits filed on 04/05/07. Note that the new 
limitations of the pressure at the nip has basis in the original claims and page 49, lines 21-23. 

Any comments considered necessary by applicant must be submitted no later than the 
payment of the issue fee and, to avoid processing delays, should preferably accompany the issue 
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fee. Such submissions should be clearly labeled "Comments on Statement of Reasons for 
Allowance." 

Any inquiry concerning this communication or earlier communications from the 
examiner should be directed to Jose A. Fortuna whose telephone number is 571-272-1 188. The 
examiner can normally be reached on 9:30-6:00. 

If attempts to reach the examiner by telephone are unsuccessful, the examiner's 
supervisor, Steven P. Griffin can be reached on 571-272-1 189. The fax phone number for the 
organization where this application or proceeding is assigned is 571-273-8300. 

Information regarding the status of an application may be obtained from the Patent 
Application Information Retrieval (PAIR) system. Status information for published applications 
may be obtained from either Private PAIR or Public PAIR. Status information for unpublished 
applications is available through Private PAIR only. For more information about the PAIR 
system, see http://pair-direct.uspto.gov. Should you have questions on access to the Private PAIR 
system, contact the Electronic Business Center (EBC) at 866-217-9197 (toll-free). If you would 
like assistance from a USPTO Customer Service Representative or access to the automated 
information system, call 800-786-9199 (IN USA OR CANADA) or 571-272-1000. 

/Jose A Fortuna/ 
Primary Examiner 
Art Unit 1791 

JAF 



